''I PC^T WORLD INTELLECTUAL PROPERTY ORGANIZATION 

A International Bureau 



INTERNATIONAL APPLICATION PUBLISHED UNDER THE PATENT COOPERATION TREATY (PCT) 



(51) International Patent Classification 6 : 

B65D 75/00, 33702, 75/56, 75/58, B31B 
37/00 


A2 


(11) International Publication Number: WO 96/10524 
(43) International Publication Date: 1 1 April 1996 (U. 04.96) 


(21) International Application Number: PCT/US95/ 12264 

(22) International Filing Date: 2 October 1995 (02.10.95) 

(30) Priority Data: 

111114 30 September 1 994 (30.09.94) IL 

(71) Applicant (for all designated States except US): ATIFON 

CORP. [US/US); Lynch Rowin Novack Burnbaum & Crys- 
tal, P.C., 300 East 42nd Street, New York, NY 10017 (US). 

(72) Inventor; and 

(75) Inventor/Applicant (for US only): GELLER, Avner [JUTL]: 6 
Achuzat Bait Street, 65143 Tel-Aviv (IL). 

(74) Agent: COHEN, Herbert; Wigman, Cohen, Leitner & Myers, 
P.C., Crystal Square 3, Suite 200, 1735 Jefferson Davis 
Highway, Arlington, VA 22202 (US). 


(81) Designated States: AM, AT, AU, BB, BG, BR, BY, CA, CH, 
CN, CZ, DE, DK, EE, ES, Fl, GB, GE, HU, JP, ICE, KG, 
KP. KR, KZ. LK, LR, LT, LU, LV, MD. MG, MN, MW, 
MX, NO, NZ, PL. FT, RO, RU, SD, SE, SI, SK, TJ, TT, 
UA, US, UZ, VN. European patent (AT, BE, CH, DE, DK, 
ES, FR. GB, GR, IE. IT, LU. MC. NL, PT, SE). OAPI 
patent (BF, BJ, CF, CG, CI. CM, GA, GN, ML. MR, NE, 
SN, TD, TG), ARIPO patent (KE, MW, SD, SZ, UG). 

Published 

Without international search report and to be republished 
upon receipt of that report. 



(54) Title: CONTAINER HAVING A RECTANGULAR BASE AND ITS MANUFACTURING 



(57) Abstract 

A container constructed from a pouch having a front (2), rear 
(l)and bottom sheet (3), the bottom sheet (3) of the pouch being folded 
along a midline thereof with flaps extending downwards from the fold 
line and each of the two bottom edges (4) of the f?Hps being welded to or 
integral with one bottom edge of either the front (2) or the rear sheet (1), 
lateral edges (3) of the front (2) and rear sheet (1) being welded to one 
another with the two bottom portions of the welded edges sandwiching 
both lateral edges (8) of the bottom folded sheet (3); for construction 
of the container, a central portion of the bottom sheet (3) is unfolded 
such that the unfolded portion has an essentially rectangular shape thus 
forming said base, with central parts of the bottom edges (5) of the 
bottom sheet (3) forming the front and rear edges of the base and with 
peripheral portions of the bottom sheet (3) forming two overlapping 
triangular portions (19) with the bottom edges thereof defining the two 
side edges of the rectangular base, thereby forming the container's front 
and rear wall sections extending from said front and rear edges and side 
walls extending from said side edges with the welded edges of the two 
sheets (1,2) being at about the midline of the side walls; the structure 
being fixed by welding the two overlapping triangular portions (19) to 
one another or by welding a peripheral triangular portion (19) of the 
two overlapping ones to a juxtaposed inner face of the side sheets. 
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CONTAINER HAVING A RECTANGULAR BASE 
AND ITS MANUFACTURING 



FIELD OF THE INVENTION 

The present invention is related to a container having a rectangu- 
lar base and it concerns also a method for manufacturing same. By using 
the term "container" it is referred to a container manufactured of sheets or 
5 films of flexible material formed into a suitable shape useful for containing 
unitary items, powdered or granulated material or liquids. 

BACKGROUND OF THE INVENTION 

Containers with which the present invention is concerned are a 
10 practical and cheap way for packing goods and are thus very common in the 

food industry -although not restricted to that field. The major advantages of 

containers are that they are easy to manufacture, cheap and are usually 

suitable for holding a variety of products. Such containers require minimal 

space in storage and are easily disposed of. 
15 The most used form of container is the so-called "pouch" which 

is a sheet of material, e.g. paper, cardboard, plastic or a laminate formed 

into the shape of a bag or sack. 
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In some cases pouches are integrally formed with a base. 
However, such pouches are not self-standing and they require the internal 
pressure of their contents for stability. Furthermore, such pouches are 
usually oval and are thus less stable and also require more storage space. 
Still another drawback is that the structure of such products is not firm and 
thus they may collapse when they are not completely full. 

In the present description and claims, the terms "heat weldable 
material" or "heat weldable surface" are used for determining layers of 
plastic material, e.g. polyethylene, polypropylene, etc. which, upon heating 
melt and may then be adhered to other such layers by a process which 
hereinafter in the specification will be referred to as "welding". The term 
"heat weldable" is also referred to in the art as "heat sealable" 

Typical containers are made of a single sheet folded into a 
container's shape with overlapping portions which are then glued or welded 
to one another. Such containers are usually not suitable for containing 
liquids and do not have a rigid structure whereby they collapse when their 
contents are partially withdrawn. Furthermore, containers manufactured 
according to the heretofore known methods are usually restricted to pouch 
or prismatic box-like containers. 

It is an object of the present invention to provide a novel and 
improved container and a process for manufacturing same in which the 
above-referred to disadvantages are substantially reduced or overcome. 

SUMMARY OF THE INVENTION 

According to the present invention there is provided a container 
made essentially of one or more film sheets, the container having a bottom 
base and walls extending upwardly therefrom; the base being essentially 
rectangular and defining front, rear and two side sections of the walls; the 
base being made of a film with both of its faces being heat weldable and the 
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walls being made of a film having at least an inner heat weldable face; the 
container being constructed from a pouch having a front, rear and bottom 
sheet; the bottom sheet of the pouch being folded along a midline thereof 
with flaps extending downwards from the fold line and each of the two 
5 bottom edges of the flaps being welded to or integral with one bottom edge 
of either the front or the rear sheet, lateral edges of the front and rear sheet 
being welded to one another with the two bottom portions of the welded 
edges sandwiching both lateral edges of the bottom folded sheet; for 
construction of the container, a central portion of the bottom sheet is 

10 unfolded such that the unfolded portion has an essentially rectangular shape 
thus forming said base, with central parts of the bottom edges of the bottom 
sheet forming the front and rear edges of the base and with peripheral 
portions of the bottom sheet forming two overlapping triangular portions 
with the bottom edges thereof defining the two side edges of the rectangular 

15 base, thereby forming the container's front and rear wall sections extending 
from said front and rear edges and side walls extending from said side edges 
with the welded edges of the two sheets being at about the midline of the 
side walls; the structure being fixed by welding the two overlapping 
triangular portions to one another or by welding a peripheral triangular 

20 portion of the two overlapping ones to a juxtaposed inner face of the side 
sheets. 

According to one embodiment of the present invention the bottom 
base and the walls are produced of an integral film sheet having both faces 
thereof heat weldable. 
25 In order to impart the container according to the present invention 

rigidity, one or more reinforcement elements made of or coated with a heat 
weldable material is welded to the bottom face of the rectangular base and 
welded thereto. The reinforcement element may be constructed of several 
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segments or may be a uniform frame, welded to the inner face of the walls 
adjacent their top or bottom edges. 

A reinforcement element welded to the top may have a shape and 
size corresponding to that of the rectangular base whereby a rectangular 
box-like container is obtained. Alternatively, the reinforcement element 
may be of any other shape or size. If the reinforcement element is a 
rectangle larger than the base then a truncated square pyramid is acquired, 
suitable for stacking such containers within one another. 

According to still another embodiment of the present invention, 
stiff elongate ribs made of or coated with a heat weldable material are 
welded along the internal walls of the container so as to impart rigidity 
thereto. Alternatively, the stiff ribs are formed integrally with one or more 
reinforcing elements. Said stiff ribs may have different shapes so that when 
they are welded to the walls the container obtains a shape corresponding to 
that of said ribs. 

The present invention further provides a process for the manufac- 
ture of a container, the container having an essentially rectangular base with 
walls, consisting of a front, rear and two side sections extending upwardly 
therefrom, the base being made of a film with both of its faces being heat 
weldable and the walls being made of a film having at least an inner heat 
weldable face; the process comprises: 

(a) preparing a pouch having a front, rear and bottom sheet, the bottom 
sheet being folded along a midline thereof with the flaps extending 
downwards from the fold line and the two bottom edges of the flaps 
being each welded to or integral with a bottom edge of either the front 
or the rear sheet, lateral edges of the front and rear sheet being welded 
to one another with their bottom portions sandwiching both lateral 
edges of the bottom sheet; 
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(b) unfolding a central portion of the bottom sheet such that the unfolded 
portion assumes a rectangular shape and the two peripheral portions 
form two overlapping triangular portions; 

(c) welding the two overlapping triangular portions to one another or 
5 ' welding a peripheral triangular portion of the two with juxtaposed 

inner face of a juxtaposed sheet. 

Another aspect of the present invention concerns continuous 
processes for preparing pouches useful in continuous manufacture of 
containers according to the invention. 
10 BRIEF DESCRIPTION OF THE DRAWINGS 

For better understanding, the invention will now be described by 
way of example only, with reference to the accompanying drawings, in 
which: 

Fig. 1 is an exploded isometric view of the constituents of a basic 
15 container according to the present invention positioned according to a first 
step of its manufacture; 

Fig. 2 is an isometric view of a pouch manufactured according to the 
present invention; 

Fig. 3 illustrates how the rectangular shape of the base is obiained; 
20 Fig. 4 is a schematic illustration of the welding process of the 

rectangular base; 

Fig. 5 is an isometric view of a basic form of a container according to 
the present invention; 

Fig. 6 is an exploded isometric view of only a bottom portion of a 
25. container according to the present invention and a reinforcement element; 

Fig. 7 is a schematic illustration of how the reinforcement frame of 
Fig. 6 is welded to the rectangular base of the container; 
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Fig. 8 is an isometric view of a container according to the present 
invention in which the top edges of the front and rear walls are welded so 
as to seal the container; 

Fig, 9 is an isometric view of a container according to the present 
5 invention in which the top edges of the side walls are welded so as to seal 
the container; 

Fig, 10 is a side elevation of the container of Fig. 9; 
Fig, 11 is an exploded isometric view of only a top portion of a 
container according to the present invention and a reinforcement frame; 
10 Fig. 12 is an isometric view of a container according to the present 

invention having a shape of an inverted truncated rectangular pyramid; 

Fig. 13 is an exploded isometric view of only a top portion of a 
container according to the present invention with a rectangular reinforcement 
frame provided with integral elongate studs projecting downwards; 
15 Fig. 14 is an exploded isometric view of only a top portion of a 

container according to the present invention with a rectangular reinforcement 
frame provided with a box-like support structure; 

Fig. 15 is an isometric view of a container according to the present 
invention in which the top base is smaller than the rectangular base; 
20 Fig. 16 is an isometric view of a container according to the present 

invention formed with a narrowing middle portion; 

Figs. 17(a) - (d) are isometric exploded views of different means for 
sealing or closing the top of the container; 

Fig. 18 is an isometric view of another embodiment of a container 
25 according to the present invention; 

Fig. 19 is an isometric view illustrating a modification of a container 
according to the present invention; 

Fig. 20 is an isometric partial view of a step in obtaining a base 
according to a modification of the invention; 
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Fig. 21 is an isometric partial view of the modification as in Fig. 20; 

Fig. 22 is a perspective view depicting a continuous manufacturer 
process of a container in accordance with an embodiment of the present 
invention; 

5 Fig. 23(a) is a perspective view depicting one process for preparing a 

pouch for the manufacture of a container according to the present invention; 

Figs. 23(b) - (g) are schematic cross-sections through different stages 
of the process of Fig. 23(a); 

Fig. 24(a) is a second process for preparing a pouch for the manufac- 
10 ture of a container according to the present invention; 

Figs. 24(b) - (d) are schematic cross-sections through different stages 
of the process of Fig. 24(a); 

Fig. 25(a) is a perspective view depicting the manufacture of a pouch 
according to a third process for the manufacture of a container according to 
15 the present invention; 

Figs. 25(b) - (d) are schematic cross-sections through different stages 
of the process of Fig. 25(a); 

Fig. 26(a) is a perspective view depicting the manufacture of a pouch 
according to still a different process, for the manufacture of a container 
20 according to the present invention; and 

Figs. 26(b) - (e) are schematic cross-sections through different stages 
of the process of Fig. 26(a). 

DETAILED DESCRIPTION OF SPECIFIC EMBODIMENTS 

25 Reference is first made to Figs. 1 and 2 of the drawings in which 

two sheets 1 and 2 of substantially the same size are positioned facing each 
other where the facing surfaces of the sheets are made of or coated with a 
heat weldable material such as polyethylene. 
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A third sheet 3 has the same width as that of sheets 1 and 2 and 
is made of or coated on both faces with a heat weldable material. The third 
sheet 3 is folded into two and is then placed between the two sheets with its 
bottom edges 4 aligned with the bottom edges 5 of sheets 1 and 2 and the 
fold line 7 between the sheets 1 and 2. 

Alternatively, a single sheet of material made of or coated on 

both faces thereof with a heat sealable material is used instead of said three 

( 

single sheets 1, 2 and 3 as can readily be understood and illustrated in Fig. 1 
by the dashed lines. 

Then the lateral edges 6 of the sheets 1 and 2 are welded as 
known per se, sandwiching the lateral edges 8 at the folded sheet 3. 

At a second step the bottom edges 5 of sheets 1 and 2 are welded 
to respective bottom edges 4 of sheet 3. Welding of the two bottom edges 4 
to one another is prevented by first inserting therebetween a plate 9 coated 
with a non adhering material such as Teflon™ or silicon, prior to the welding 
process. At the end of this process a pouch generally designated 11 is 
formed. 

Reference is now being made to Figs. 3-5 illustrating how the 
rectangular base is formed. A rectangular core member 15 is provided with 
members 16 and 17 laterally expendable in two perpendicular axes and 
coated with a non adhering material. The core 15 is then inserted into the 
pouch 11 and is pushed down until a centra] portion of the third sheet 3 
becomes substantially flat at the bottom of the pouch 11 whereby, a flat 
rectangular base 20 is formed. 

As seen in Fig. 5, after this step is completed, side walls 18 are 
formed as well as two overlapping triangular portions 19 formed out of the 
third sheet 3 at each side of the container and which partially overlap the 
side walls 18. The elements 16 and 17 of the core member 15 are then 
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expanded as seen in Fig. 4 so as to snugly fit at the bottom of the pouch, 
pressing the triangular portions 19 against the side walls 18. 

In order to fix the rectangular shape of the base, the triangular 
portions 19 must be welded to the side walls 18. Heat is applied to the 
5 triangular portions by electric thermal pads 21 as known per se and if 
required also from thermal elements within core 15 (not shown). After the 
expandable members 16 and 17 are retracted, the core 15 can be removed 
from the pouch and a self-standing rectangular base container according to 
the present invention is obtained. 

10 In accordance with another embodiment shown in Fig. 6, a 

reinforcement element 22 is made of or coated with a heat sealable material 
and which in the particular embodiment has a rectangular frame shape fitted 
for welding to the bottom surface of the rectangular base 20 in a manner as 
will hereinafter be explained in detail. As seen, the reinforcement member 

15 has an inverted L-shaped cross-section for supporting a peripheral portion 
of the base. Alternatively it may be provided with strengthening ribs or may 
be a flat surface or even consists of four individual right angled members. 

Fig. 7 schematically illustrates how the reinforcement element 22 
is attached to the container's base. A first expandable rectangular core 15 

20 as explained with reference to Fig. 4 is inserted into the container and a 
second similar expandable rectangular core member 15' is positioned under 
the reinforcement element 22. Then the cores 15 and 15' are expanded and 
pushed against one another whereby the reinforcement member is brought 
into position with respect to the container, with heat applied by electric 

25 thermal pads 21, whereby the reinforcement element is welded to the 
container as already explained. Heat may also be emitted by heat pads 
integral with the core members 15 and 15'. 
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Fig. 8 illustrates one embodiment of sealing the container by 
welding the top edges of the front and rear walls 1 and 2. In this way the 
container maintains its rectangular base shape. 

Figs. 9 and 10 show how the container is sealed by welding the 
top edges of the side walls 18 obtaining the special shape as seen. The 
dashed line 19 illustrates a tear-line for pouring liquid. 

Referring now to Fig. 11 there is shown a top rectangular portion 
of a container 11 and a rectangular reinforcement frame element 25. The 
reinforcement frame 25 is made of or coated with a heat weldable material 
and when assembled it snugly fits within the container flush with the top 
edges and is then welded thereto, whereby the top edge of the container 
acquires the shape of the reinforcing element and becomes firm and will not 
deform. 

However, it should be obvious that any size and shape of 
reinforcement element 25 may be used as long as it can be securely welded 
to the top edges of the container. It should also be obvious that the 
reinforcement element made be made of or coated with a heat sealable 
material as previously explained, or it may be made of metal or other 
suitable material which may be secured to the container by folding it oyer 
the top edges of the container and clampingly attaching it or by other means 
as known per se. 

In Fig. 12 a container 11 is formed as already explained with the 
sheets 1 and 2 made of a material which may be stretched under heat such 
as polyamide and which sheets are coated or laminated with a heat weldable 
material. Then, an expandable core having a cross-section of a rectangular 
pyramid (not shown) is fully inserted into the container and is expanded 
until its side plates are pressed against the inner walls of the container. 
Then the expanded core is heated by internal thermal elements (not shown) 
to a temperature suitable for plastic deformation of the laminate constituting 
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the walls of the container. It is then slowly drawn out of the container 
while gradually expanding the cross-section of the core, resulting in that the 
container acquires a shape of an inverted truncated_rectangular pyramid as 
seen in Fig. 12. 

5 Alternatively the rectangular pyramid-shape may be formed in a 

hot environment instead of aoolvine direct heat to the container, for 

example, in an oven or in a hot air tunnel or in a combination thereof. 

f 

Then a rectangular reinforcement frame element 25' having a 
larger projection than the rectangular base 20 is welded to the top edge of 
10 the container as seen in Fig. 12, imparting the container's rigidity. 

The container seen in Fig. 12 is suitable for stacking within 
similar such containers, thereby reducing storage space required for such 
empty containers. 

Fig. 13 illustrates how a reinforcement element 27, made of or 
15 coated with a heat sealable material, is integral with four reinforcement 
studs 28 projecting downwards from the corners of the frame. The studs 28 
are also made of or coated with a heat sealable material and are substantially 
as long as the inner length of the container. The frame 27 with the integral 
studs 28 is inserted into the container II and is welded to the container by 
20 applying heat and pressure thereto by means of an expandable core (not 
shown), as already explained. 

In accordance with another embodiment of the present invention, 
also seen in Fig. 13, a second reinforcement frame 30 is integral at an 
opposed end of the studs 28 parallelly disposed with respect to the top 
25 reinforcement frame 27, whereby improved rigidity is obtained. 

Once the studs 28 are welded to the container, the latter becomes 
reinforced in its axial direction too, retaining its rectangular box-like shape 
even if it is crashed while empty. 
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Fig. 14 differs from Fig. 13 in that instead of the four studs 28 
the reinforcement element 27 is integral with a reinforcement box-like 
structure made of or coated with a heat sealable material and suitable for 
inserting into the container 11 abutting with the walls of the container. 
Preferably the reinforcement box-like structure 29 is welded to the walls of 
the container but this is not compulsory. 

Fig. 15 of the drawings illustrates a container with narrowing 
walls. After forming the container 11 as already explained, the straight 
edges 29 (illustrated by dashed lines) are reformed along. a concave line 31 
which may as well be straight or other lines. The edges are welded along 
lines 31 by means of hot pressure plates (not shown) obtaining the 
narrowing shape of the container. Then reinforcement frame 32 is welded 
at the top of the container as previously explained and the excessive welded 
flaps 33 may be cut adjacent the welding line 31 for pleasing the eye. 

Fig. 16 shows a container with a narrowing portion 36 along the 
container, whereby new corner edge 37 is produced by pinching and welding 
together respective portions of the side walls with the adjacent front and rear 
walls, similar to the embodiment of Fig. 15 and jf required removing the 
excessive portions 36. 

Fig. 17 illustrates several means for sealing or closing the top of 
the container. In Fig. 17(a) a frame 41 made of or coated with a heat 
sealable material is provided with a nozzle 42 which frame 41 is welded or 
attached to frame 25 as previously discussed. The contents of the container 
is consumed through nozzle 42 which may be closed by a suitable seal. In 
Fig. 17(b) there is an aluminum foil 43 embedded within a frame 44 made 
of or coated with a heat sealable material which snugly fits within frame 45. 
The frame 44 is welded to frame 45, whereby the container is sealed. When 
it is desired to consume the contents of the container, then the aluminum 
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foil 43 is cut adjacent frame 44 and removed whereby a suitable plastic 
cover may be provided for repeatable sealing and closing of the container. 

In Fig. 17(c) the container is sealed by cover 46 provided with a 
nozzle 47, whereby the cover 46 is directly welded or otherwise attached to 
5 the container 11 omitting the use of a reinforcement frame 45. 

In Fig. 17(d) a foil 48 made of aluminum or any other material 
suitable for sealing and having an integral frame 49 is directly welded to the 
top edges of container 11, omitting the use of frame 45 as in Fig. 17(c). It 
should be obvious that the cover may be attached to the container by any 
10 other suitable means as known per se. 

In Fig. 18 another embodiment of a container is seen in which the 
side walls 18' consist of a substantially flat portion 51 and a gusset 
portion 52 consisting of two overlapping flaps 53 and an intermediate 
portion 54. 

15 Fig. 19 shows how the container is manufactured in the shape of 

a jug formed with a handle portion 56 and a pouring mouth 57. The handle 
portion is made by forming a gusset portion as in the embodiment of Fig. 18 
and welding the overlapping flaps 53' to one another. Thereafter, an 
opening 58 is cut out in each of ihe naps 53', said openings serving for 

20 gripping the container. 

Figs. 20 and 21 illustrate the steps of reinforcing the base portion 
of the container according to another embodiment of the invention. After 
the container is complete as seen in Fig. 5, instead of attaching a reinforce- 
ment member 22 (as in Fig. 6), a slot 60 is cut at each corner of the base 

25 skirt 61. Then, the portions of the skirt are folded inward as indicated by 
arrows 62 and are welded to the bottom face of the base member 20, 
whereby the base becomes stiff and durable. 
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Attention is now directed to Figs. 22 to 26 schematically 
depicting the stages of a process for manufacturing a container according to 
the present invention, comprising also filling and sealing mains. 

Various manufacturing stages and components of the container are 
the same as those of Figs. 1 to 5 and accordingly, like elements and 
components are given the same reference numerals as the corresponding 
ones in Figs. 1 to 5 with a prime indication, and the reader is referred to 
those previous figures for a detailed explanation. 

Fig. 22 depicts a schematic layout of a continuous process for 
preparing, filling and sealing a container according to the present invention. 

A first step generally designated 70 is preparing a pouch 11'. 
Several detailed examples of this step will be specified hereinafter. 

The prepared pouch 11' then approaches a rotating work site 
generally designated 72 and comprising gripping means 74 which may be, 
for example, vacuum pads as known per se. Then, at 76 the pouch IT is 
expanded by suction means separating the sheets 1' and 2' from one 
another. 

The next step indicated 78 comprises inserting an expandable 
core 80 into the pouch and at station 82 a central portion of the bottom sheet 
of the pouch is unfolded so that the unfolded portion assumes its rectangular 
shape and the two peripheral portions form two overlapping triangular 
portions as explained. Finally, two welding pads 84 laterally approach the 
container and weld the two overlapping triangulares in order to fix the 
container's shape, as hereinbefore explained. 

Further, working stations may be added to the assembly 72, e.g. 
for adding reinforcement elements, special configuration of the container, 
etc. as already explained hereinabove. The work site 72 then discharges the 
container over a conveyer belt 86, advancing the ready container to a filling 
station 88 for automatically filling as known per se. 
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Then, the filled containers progress over the conveyor belt 
towards a sealing site generally designated 90, wherein the containers are 
gripped by suitable arms 92 and introduced into a sealing station 94, 
wherein the containers are sealed, e.g. by welding the top edges as illustrated 
5 in Fig. 8 or by any other suitable sealing means as described with reference 
to Figs. 9 ; 10 or 17 or otherwise. 

At the end of this step, the containers are ready for consuming 
and are conveyed by conveyor 96 to a packing station (not shown). 

Referring now to Figs. 23(a) to (g), there is seen the first step of 
10 the process, generally designated 70 in which a pouch 11' is prepared. 

A first film 100, having a top surface 102 coated with a heat 
weldable material, released from an unwinding roller 104. Simultaneously, 
a second film 106, having both faces thereof coated with a heat weldable 
material, is dispensed from an unwinding roller 108, centrally positioned 
15 over the first film 100 (as seen in Fig. 23(c)). 

The central portion of the film is then sucked into a recess 109 
at an edge of a triangular-shaped forming member 110 (better seen in 
Figs. 23(b) and (e)). 

r«i *— i • . ' r „ .1 1 . ,..11 1 "I A 1 1 H — w ^« r- <- /~^\ l or -i 

l ne rums posuioncu oy puncys xjl^ anu aj.-t ^uoj w»w « 
20 blade 116, whereby the films are cut along their bottom edge and the cross- 
section of the films now resemble that presented in Fig. 1 of the drawings. 

Two hot rollers 118 are positioned juxtaposed one another with 
a non-adhering plate (e.g. Teflon™ or silicon) 120 positioned therebetween. 
As the films travel between the rollers 118, the bottom edges 4' and 5' of 
25 the sheets are welded and as the laminate passes between rollers 122 it is 
welded by the hot welding ribs 124, whereby a plurality of joined pouches 
126 are produced, which are then separated at a cutting station 128 as can 
be understood. 
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In Figs. 24(a) to (d), two sheets 130 and 132, having their facing 
faces coated with a heat weldable materia], are dispensed from unwinding 
rollers 134 and 136, respectively. A third sheet 138^ having both faces heat 
weldable, is dispensed from unwinding roller 140. 

Before approaching the facing films 130 and 132, the third 
film 138 is folded in two by a grooved triangular member 142 as explained 
with reference to Fig. 23(b). The folded sheet 138 (forming the base sheet) 
and sheets 130 and 132 (forming the walls) then progress via positioning 
pulleys 144 and 146 and their bottom edges are welded by welding 
rollers 148, with an un-weldable plate 150 introduced therebetween as 
already explained. 

Then the laminate is welded by welding ribs 152 of rollers 154 
whereby the side edges of the pouches are formed. Finally the pouch- 
es 126' are separated from one another as explained hereinabove. 

Figs. 25(a) to (d) illustrate a process essentially similar to that of 
Figs. 24(a) to (d), with the exception that a reclosable zipper-like strap 136 
is welded to the top edges of the pouch by welding rollers 158 and a non- 
welding plate 160 introduced between the sheets. The pouches and 
containers later prepared by this process can thus be closed and opened 
many times as can be appreciated. 

Figs. 26(a) to (e) illustrate how a pouch useful in preparing a 
container according to the present invention may be prepared from a single 
sheet 162 having both faces heat weldable and released from an unwinding 
roller 164. The film sheet 162 travels between a block member 166 having 
an essentially W-like cross-section and between a triangular cross-shaped 
gliding member 168, gradually forming the film to a shape as seen in Figs. 
26(b) and (c), so that when the film reaches the positioning pulleys 170 it 
has already obtained the configuration illustrated in Fig. 1 (with the dashed 
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line). From here on the process continues as already explained with 
reference to Figs. 23 to 25. 

It should be obvious to a person versed in the art that any 
combination of the above embodiments may be carried out mutatis 
mutandis. 
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CLAIMS: 



1- A container made essentially of one or_ more film sheets, the 

container having a bottom base and walls extending upwardly therefrom; 
the base being essentially rectangular and defining front, rear and two side 
sections of the walls; the base being made of a film with both of its faces 
being heat weldable and the walls being made of a film having at least an 
inner heat weldable face; the container being constructed from a pouch 
having a front, rear and bottom sheet; the bottom sheet of the pouch being 
folded along a midline thereof with flaps extending downwards from the 
fold line and each of the two bottom edges of the flaps being welded to or 
integral with one bottom edge of either the front or the rear sheet, lateral 
edges of the front and rear sheet being welded to one another with the two 
bottom portions of the welded edges sandwiching both lateral edges of the 
bottom folded sheet; for construction of the container, a central portion of 
the bottom sheet is unfolded such that the unfolded portion has an essential- 
ly rectangular shape thus forming said base, with central parts of the bottom 
edges of the bottom sheet forming the front and rear edges of the base and 
with peripheral portions of the bottom sheet forming two overlapping 
triangular portions with the bottom edges thereof defining the two side edges 
of the rectangular base, thereby forming the container's front and rear wall 
sections extending from said front and rear edges and side walls extending 
from said side edges with the welded edges of the two sheets being at about 
the midline of the side walls; the structure being fixed by welding the two 
overlapping triangular portions to one another or by welding a peripheral 
triangular portion of the two overlapping ones to a juxtaposed inner face of 
the side sheets. 
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2. A container according to Claim 1, wherein the bottom base and 
the walls are produced of an integral film sheet having both faces thereof 
heat weldable. 

3. A container according to Claim 1, wherein one or more 
5 reinforcement elements made of or coated with a heat weldable material are 

welded to a bottom face of the base. 

4. A container according to Claim 1, wherein the top of the 
container is sealed or closed by either welding the top edge of said front 
wall to the top edge of said rear wall or by welding the top edge of said side 

10 walls to one another. 

5. A container according to Claim 4, wherein the top is provided 
with a closure for plurality of closings and openings. 

6. A container according to Claim 1, comprising a reinforcement 
element attached to the top edges of the walls. 

15 7. A container according to Claim 6, wherein said reinforcement 

element is adapted for receiving a sealing or closing arrangement. 

8. A container according to Claim 6, comprising welding a 

reinforcement element, made of or coated with a heat weldable material, to 

the wails of the container. 
20 9. A container according to Claim 6, wherein said reinforcement 

element has a different projection than that of the rectangular base. 

10. A container according to Claim 6, wherein said reinforcement 

frame is substantially larger than said rectangular base, whereby the 

container tapers inwardly from said rectangular base. 
25 11. A container according to Claim 1, comprising essentially stiff 

elongated studs, made of or coated with a heat weldable material which are 

welded to the walls of the container. 
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12. A container according to Claim 11, wherein said elongated studs 
project from a reinforcement element welded to the bottom or top of the 
container, the studs extending substantially the entire length of the container. 

13. A container according to Claim 11, wherein said elongated studs 
are arcuated or undulating whereby the walls of the container acquire the 
studs shape. 

14. A container according to Claim 1, comprising a reinforcement 
box-like stiff structure welded within the container. 

15. A container according to Claim 1, wherein one wall section is so 
formed such to define a handle and the opposite wall section is formed with 
a pouring mouth. 

16. A container according to Claim 1, wherein a skirt formed by the 
welding of walls and bottom edges is folded over the bottom face of the 
bottom base and is welded thereto. 

17. A process for the manufacture of a container, the container having 
an essentially rectangular base with walls, consisting of a front, rear and two 
side sections extending upwardly therefrom, the base being made of a film 
with both of its faces being heat weldable and the walls being made of a 
film having at least an inner heat weldable face; the process comprises: 

(a) preparing a pouch having a front, rear and bottom sheet, the bottom 
sheet being, folded along a midline thereof with the flaps extending 
downwards from the fold line and the two bottom edges of the flaps 
being each welded to or integral with a bottom edge of either the front 
or the rear sheet, lateral edges of the front and rear sheet being welded 
to one another with their bottom portions sandwiching both lateral 
edges of the bottom sheet; 

(b) unfolding a central portion of the bottom sheet such that the unfolded 
portion assumes a rectangular shape and the two peripheral portions 
form two overlapping triangular portions; 
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(c) welding the two overlapping triangular portions to one another or 
welding a peripheral triangular portion of the two with juxtaposed 
inner face of a juxtaposed sheet. 

18, A process according to Claim 17, wherein the bottom base and 
5 the walls are produced of an integral film sheet having both faces thereof 

heat weldable, 

19. A process according to Claim 17, wherein a reinforcement 
element made of or coated with a heat weldable material is welded to a 
bottom face of the base. 

10 20. A process according to Claim 17, wherein the top edge of the 

container is sealed or closed by either welding the top edge of the front wall 
to the top edge of the rear wall or by welding the top edge of said side walls 
to one another. 

21. A process according to Claim 17, comprising attaching a 
15 reinforcement element to the top edges of the walls. 

22. A process according to Claim 17, comprising welding essentially 
stiff elongated studs, made of or coated with a heat weldable material, to the 
walls of the container. 

23. A process according io Claim 17, comprising welding a 
20 reinforcement box-like stiff structure within the container. 

24. A process according to Claim 17, comprising forming a handle 
structure at one wall section and a pouring mouth at an opposed wall 
section. 

25. A process according to Claim 17, comprising folding a skirt 
25 formed by the welding of walls and bottom edges over the bottom face of 

the bottom base and welding the folded skirt to juxtaposing base portions. 
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